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e [ntroduction

e importance of occupational mathematics

R General Mathematics ¥ o) ¥

Addition

Substraction

Multiply

e Divide

Percentage

3 Metric conversation calculation 3 o 3

e introduction

e Imperial to metric, metric to imperial

e Temperature = Fahrenheit to Centigrade

¥ Solid mensuration calculation ¥ o ¥
e Area
e Volume
o Weight

Y Engineering shape weight calculation 3 o 3

e Rod - Round, Square, Hexagonal

Bar — Angle, T , Channel, Strips, Rail, 1-beam

Sheets

Tube — Round, Square, Rectangle

% Impact on Direct and Indirect Cost Calculation ¥ o ¥

Direct cost —material, electrodes, labor, packing, filler
material, (LIFO/FIFO)

Indirect cost —house rent, office staff, transportation,
electricity, supervisor, marketing,

9 Welding parameters R o )
e CLAMS
= Welding cost in 3 basic approach ¥ o ¥

e Cost per unit -

1%




e Cost per length -

e Cost per weight -

Gas cutting cost Calculation

e Price of fuel gas

e Price of oxygen

e Tip life

e Cutting speed

e Time to cut start, penetration and movement (s)

e Consumption of fuel gas

e Consumption of oxygen

q0

Thumb rule costing

e Labor and overhead. (L&O)

e Cost of welding consumables and shielding
materials.
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Part I: English Communication Total: 36 hrs

Course descriptions:

This course is designed for the development of English communication skills specially in
speaking for to-be professional technicians of Nepal who will work in national and
international labour market after completing the professional course in their respective
sector from the Technical Training Center /Institutes.

Course contents Time hrs

A. Communicative functions/ Conversation skills
1) Everyday functions 4 hrs
Greetings
Welcoming
Introductions
Thanking
Excuses/apologizing/forgiving
2) Everyday Activities 4 hrs
e Asking about activity
Asking about trouble/problems
Asking about health status
Telling not to interrupt/disturb
Showing enthusiasm
3) Requests and offers 4 hrs
e Making requests
o Offers
o Offering
o Accepting
o Declining
e EXxcuses
o Asking to be excused
o Excusing
e Permission
o Asking for permission
o Giving permission
e Congratulations
e Encouraging/discouraging
e Sympathy
e Condolence
4) Expressing 4 hrs

9



Likes/dislikes

Interest/Enjoyment
Satisfactions/dissatisfactions
Hopes/wishes
Advice/suggestions/recommendations
Prohibitions

B. Writing skills

1) Technical terms (Common technical terms)
2) Paragraphs
3) Writing letters
e Personal/social letters
e Resume/bio-data
e Applications letters
e Business letters
4) Writing work reports
5) Writing Instructions
6) Writing dialogues

C. Email and internet skills

Search website
Make email ID
Compose mail
Send /receive mail
Attach files
Download files

Part Il; |9mell 99
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Part 111: Life/Soft Skills 24 hrs

1) Motivation 4 hrs
e Self motivation
e Features (honesty, enthusiasm, dedication and productiveness) of self
motivation
2) Stress Management 4 hrs
e Define stress;
¢ |dentify causes and consequences of stress;
e Describe stress management techniques
3) Decision Making to solve problem 4 hrs
e Decision making and problem solving;
e State steps of problem solving;
e Steps of decision making process.
4) Creativity 4 hrs
e Meaning of creativity;
e Purpose of creativity;
e Technique to improve creative thinking skills.
5) Time Management 4 hrs
¢ Definition of time management;
e Time wasters;
e Effective time management strategic
6) Team Work 4 hours
Definition of team work
Purpose of team work
Characteristic of champion team
Interpersonal relationship

Suggested texts and references:

1. English conversation practice, GRANT TAYLOR
71 A manual to communicative English, R C Poudel, K P Pustak Bhandar Dilli

bazaar, Kathmandu.
"l ATATATS FAT SeaA(ATeg Tl
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HISZS ¥ : STHLar fasrg

(Entrepreneurship Development)

THT : 95 TS (&) + R HUST (A1) = ¥O TG

U
AER AT /T SAW e T @RIR g e ZAhesdl AT ATaeeE FH qa7 Aaeh
SR TR T I Al STHARTAT [qehrd TH=dT AIgIA TR qIRUHT &7 | TFHT IJIAHB
afe=rd, Iuh AFdTad [a=erl @isll, ATEATE ATSTAT TR AT ATaA119F fa=meen fawra

STET [T q¥qes FHEE TRUH A |

ELLRS
T HISIAH FHAAAT [aardiesd A+ #rEe T6 F&H gaa:
Q. IHH TIT TRISTRE ATIRIT TH |

. ATHAT FAATIH AN IIIh & AFATIE [a=Rebl JehRad T |
3. ATFATIE ATSTATR! TR T (T |
¥ AT E AT e G g |

FAET
. EETT/IAHH! ATIRUT ATEAT T |
2. SIHAAdr FFdT aAEtd faes T |
3. FRATTaq adTae [aemRed! Ser T |
¥ AHIE AT TR T |
Y. SHAAIR] AR ATHE TARL T |

%.9. FUEE e q awa; il
q | I/ ITHR! TTIRIT | o HGATT/ ITHHT IR=T
T T | o AT /IYHHT AR
o O, ATAT TAT AHIAT IAWTH AR ¥
o TRSMRT T qAAT AThebl HISaT qdT
THTEITET

R | STHeferar gEeT

T Eta e T o JHAATH A= 3
- o SifEH fod HAET

3 | wwnfad eagattas .
oIt ot T | o AAMIF [q=RBT HSAAT g | =
o AANIF [qaRPT TATSA

¥ | A ATAATH] TART | o AR JAT TAT BT AT
T | (T grRrerdie o T TUT HATH FUH
q/9 a1 ATEIHNTF o I T TATHH BAIC
AT TR T g o IR feweR qTHH | 9s
) o JAGATCHE HATHATT
o T WA TAT AR [TIATI
o T URTY AU AN HATEA

¥




AT FHATGT TAT AT feargeroro

Rrdvr @ qar gfefafes faeeroor

=Tl oIl SATHTT TAT BT AU T TbT
ferererar

FEIP] JATEA AN qAT Hedl (R0
AT AR q9T IR fawg fargeroor
AT HeheAd JehAT qAT AT

4 | TR ATIRAT

i @rar (Day Book)

fiTer@ I T | EEIRCISII
gfvg 991 @ @rar 1 < :
A FAHl A e feq o @ |
e 95 | R | Yo
Textbook:

F) FITEIFEdT TN [FAIHT [FRIST#ET TIT FITE0 G, Fiaras Rrer Toar Sadnds ardrd gievs,

70%%

&) GRTETE e FAINT [T grsaardil aoar #Faqisiad, giEas Rer qoar SaanieE e aweug

(FFITT), 20§%

Reference book:

Entreprenenr’s Handbook, Technonet Asia, 1981

BE




g & AT qu=aT 9T YrATRE FHTATIHTT

Faty ;9% gver (fagra + 9EETTeHS)

fqaRor © 79 Tg HIgAHT JAEH] AAARUNES, Fqard T4 qierd ¥ HE TG A1arax,

PTIRIAH & AT AU THARRATE AT I Frafafaes el A |

G AT e ¥

Je9T ;. YRTETSTEEAT TAATHRT ATLUTROMEDHT AT (e, T@aTd HAT qerd ¥ b7 T+ ATATaR0TbT TTY I Eer
A ARG qEeRdTs G T e G&Te T

FEAAR:
F. TR ATARVTATE TR

g ﬁ%mﬁwwwrﬁwwaﬁamﬁ

T, FTIEIAHT g AN TaeReTs q¥are T4 Frafafy amv avhd
%, | B/ QP = FIH gefrgautatae J= SCE]
4. | Tasks/Skills Steps
| Wi |
AT FTARUEE Jiel IR &
Q. | HETEE HAIRUEE TR o o 7 STTE Q UV | G303 HUE
o <ifites &1 ¥ faerarT gaiisTe gomelrAT Hr fre %o fame
EEIEE]
o it FHIAAT/ FHAT
o [IHHT HATHINAE JOHT ATHIAE
AfESRTOT / THTATNTHITRT L]
I TN OAH ¥ B T AERT G TRET &
2| EEdT e o W o Efredr dwr Swara gty wtg wrear | 0 e | q uver 1 "
BTH T AR Y A T Ffeed o 30 fie
FTIEIAHT g AN FeaaReTs q¥ared T diver ar aiifed g
3| BRI gd @@ o fafiret fepfarmapr S snanfea qdEE (| 1 W | o fmE |9 e
AT THTER A T Wi, ergwrs, mikdE, afvae Ateer ar 3o e
fafed T Fa=er y&R, Amias / qradeas
¥. W E_:f W o  SATATEIT I a1 TWISHIRAT g agargwr | 1 #&r | q &odt R ¥udT
AT FHAeRATg S AT FHEER 9fd T g
ARFT (ST AT T o I daER dig g GEs id o g
ALY o TEHAT WEHT T ¥ PAEETIE A ge B
o IRIMIA/AT AN FehHleed fqvard
HTIF T
o  IXIT/FFAIH! FHAT AIfd aX TR &
o  TAfTAATHI ISR T T WAL FEANT fas
fafees am & gq
W, | Fefire e 7 Afeeraww o AR/ ATAYAATETH X T=d g1 R U ¥ "l % =
e o fagerHT FUTClr Higem FTHIRE® foeg &
THAER AN F=d g
o HlgaTes /T (AT FH &l &
FATAEE AT T &
o TXEW aIITHT AT AlEATEEHT ATNT T
TATHEE a1 Fod &
% | g wamaia fear faeg o FwHTH ke fwr favg FerEr wrA Ay | 1@ [0 fME 930
F9THT HIAA T fme
STHAT TudT QY U | Q.Y "USA | 9% U

R




fafaa gve : YumT Higgw
Aregw . afey it
g & afess $3% / Welding (Technical) Drawing
Hegw & T T ley
drege qo: Ay
¥q Hegw 90.9: 9 Afeey
¥ Wieggw 0.] W Afeey
a9 Wrggw 10.3 9T Aty
w7 Wrggw 10.¥: €T Afeey
A 99 TS T T
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Higgd @ afeey stifvais

Welding Metallurgy and Weldability of Materials

Total Time: 20 Hrs

. = s HI TUSTHT
& T | W
9 i 9 o 9
3 GTAHT AP VRS R o R
¥ Afcey FRWA GITAT AR SHIA THE R o R
Y AfeeT FEAT TAT g1 98T R o R
9 AP AN AT IR qea R o R
g Faq T TAT A ] 0 R
] QAN € R o R
9 | AT T I RA 9 o 9
9| e q9T qientas a1 R o R
13 | cofaiE, @@ s arg T SiE ao R o R
¥ | ATE®dH IR T IGHT YT 9 o 9
Y | =Ariepdl fHMEw T a@H 79 9 o 9
R0 o) R0
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YA & Afees g5% {Welding (Technical) Drawing}

Total Time: 40 Hrs

. 4.

JHT YUCTHT

9.

q.

STHAT

1

9

(0]

9

R

R

2

R

L3

R

13

qo0
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FA qUT 3 TG
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AR © R Tual
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TR 914 |

3. dreeg T |

. R [FaRT A
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FHrECHA @l
A Y@l

fee war

GIRICERC]

. 9+ sHitsHeR Lettering € 1
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i w4 (@):
T ¥ |
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e #®T TR TIAT T
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YR ATI AT TR |
= Y@ YR gt
AT |

TREAT qAT JIFGET & 29, 99 GO |
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q e gt T HaE T ( ): . At e gt ST
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AT AR 0T | FHTATTA | Trafed A
3 drgg T | . stafa [CEERIEIES
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. 99 FHITHH! aHER P IEIGERACERCIGE! TS, TSR HIH AR
3 9T THISTHSD! ATAATHR BT qEfeg AT |
3. ﬂ—irWTﬁwﬁ\—:r R . Geometri_cal
¥, 9 FHITHET BT #e fdsrd admy AR e 3es constructiongwat T
W, ST FHISTHE! G B N
% 9T FHISTHR] TEHT I
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frffse @t ¥ ST @l TRA | FTAFIRE - © "l
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« W o o
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i w1 @)
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FA qUT 3 TG

Agifeep © q Bver
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¥, SR faaRer 9+
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1 TAAH e
3 Afcsgewr avees
Arrow
Reference Line
Tail
Dimension and angle
Groove Welds
Complete Joint Penetration
. Fillet Welds
3. e
v. Ide fa=es
Y. TRHAd foees

@ +o o0 T

Hfds wd @)
T |

TR (HT )
e #®T TRT TIAT I
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o YU WTgE FEART FI |
Fereeearafe A4 |
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gt : q "uer
fiffe w1 © ey Sewgss #i | ARRE : 93 Ve
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q e 9t T HALT ( ): . dieey AT IR
3 ATAYIF QYU qAT ATHAT THRT T TANTH | §38 4 Aleddl  FARIT | o dlegg SASH ITAN q4qT
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3 dreYg T | . dfegy SE® fBfaq a2

¥, SR (FERe I

v, foe fafgase Sig g ™ |
Butt Joint

Lap Joint
Corner Joint
Fillet or T-Joint

o~ wN e

Flange Joint (Pipe with Plate)
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TR (T T
(e #®T TRT TIAT T
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Higgw R s¥=a% fefeg (Bench Work Fitting)

Total Time: 160 Hrs
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9, FFTHT TR, FarsTears Aepiiavher’s
Af=TH AT EaT3 |

9. THATAR! qqE o R (ST TS

ST
93, I AR IUFIT THRT T Gl s
TqE |

93. HH T 313 TR T4 |

AR AR 9T GTAAT  FlEcehl
AT FTILTAT

fAfd # ($):

FHTEIH @I qq@ [FAT A AR
T

TR (bfeT )

o FRIAXIH! AT ATAR Forvedr AThR
TiRadT AR T |

o fZHAT TR qcfe 7 T |

o FraEH fRfafag @

A qIT YRR FTed, FIT I, Thel, AT ThIZAR, v U=, TAST, o7 92, FaAe [BAT |

YIET qAT AT THH, =9HT, To1T, THET 97, | |

¥3



1 fageryor

FA THT © R FUT

fafdse @1 &: Perform Grinding (FTHa<(®l T4 IqE MR AMS gt : 9 "o
JET T) TANEHS © © o9a]
PRI TRUEE FUEL:ERERICE |k Ca I o JEd qiatas [+
9 YANICHS AR (e IIed T | sae (feguan): q. YTgredl ufe=g

. AR T8 AbAT I |

3. AT F ATATIES qAT FIaE] debeAd T

¥, BITEH] T YA e AR EATI |

Y. AT fag o e |

& BTAAEIATS doo ATEHT @I AT A T
=T |

S, FEHMHRT EATIAIA AATAYAE Fr@reH
fere @S |

G. UTSrSIH @R (el TebaHT Sired |

% & AATHRAT T TRITHETA
UTESTHATH T A BTAH ST [oSHT
TE |

qo. wfaerr e Femur #faw arg
FXAFIACH NS ¥ IBIE AT AR ATAT
FATIR [T

9. TET FAE TATAEH AT TRARRRATS &

93, UPATHH! qAE aqeg HiGT o T |

93, 9 AR ITHT THRT T feerebaraan
e |

1¥. FH TH 33 TR TH |

AR AR 9T GTAAT  FlEcehl
AT FTILTAT

fAfd # ($):

FHTEIH Gl qAE e AMs
FRT T

TR (bfeT )

o FRIATIH ATALTHAT AR TAE
THT ATH T |

® YTgre? TMUeb Hg TF T |

o FRIEEIH Aty 3 |

3. TTEFER JART ITaTehI
HIETHT [IHES

3. UTEeeSTHl [htaH T JART

¥, UTErSTehl AR

T AT FYBR: FISd, e I, Thel, =X U, gIIST, I Wd, TFeA Wgre? |

TREAT AAT AL Y, =9HT, Ta1, Yo 97, A |

¥



1 fageryor

FT THT © 30 TG

fafés @ qo: Perform Drilling (SHEEIAT @1 9T+) gt ¢ 3 Tua
JANTCHSE © 95 =UaT
PRI TRUEE FUEL:ERERICE |k Ca I o JEd qiatas [+
9 YARTCHE AATHHT AT 9T T | e (fegue): 9. fewrerr afe=ra

3. ARITEH 2T HhAT T |

3. 9TaYgH ATATIES qAT FHaE] debeAd T

¥, BITEH] T YA e AR EATI |

Y. AT fag e @me |

%, [/ A AR d7ex 99 s |

. fgot Afa=aT o & T |

& FIAEAATS (g AEEHT H& |

c. fga FHAT ATEIHA ATARFT S A1
TS |

R, Hfcg ATIAAHT AT T |

90, e ARTHT ART A T ez AT |

qqTEEATs HiEAET TFAT FE |

QR AT e w@rd e fawae fauaw qo
fa= |

93. FHley AT el

¥, fraw SITA AN TS e aTe
|

¥, @ Bfeu ufg Afew a= T i A

e |
9%, Feol AR ITHIT FHT T eSS
TqE |

9O, BTH TH &3 IR T |

AR QUHO qdr AT afede
AT FTILTAT

frfde = @)

FHAEIAT @M I
SudCa

& FIFEIH! ATT HTIAR @A AUH G

® @A WU e 3 |
o FRAEIH RiAaT B |

2. fgo wmT wTaTw qRe
frawes

3. fgemwr wam g+ wfge, 2o
TAT FAREE T HEH
ERIL

¥, fgesl ¥9R

TEA AT SUF: FIed, FHaA A, Thel, AIThg ThIZaR, Yvax G, TATST, S0 AIGH, S A2, S ASH, Hidg adqA

YIET qAT AT THTH, =9HT, To1T, T 97, JHT |

LES



Hrgge qo: afeey (Welding)
TI-HIggw 90.9: 7% e (Arc Welding) (MMAW)

Total Time: 320 Hrs

.« qrs THT HUSTH
3. q. kel
9 Prepare Arc Welding machine, Tools and Equipment o R R
R Strike an Arc 1 2’1 1~
3 Perform / maintain straight welding bead in Flat position R EDY 35
3 Weld fillet Lap joint in Flat position R R RY
¥ Weld fillet T-joint in Flat position R R ¥
Ey Weld fillet corner joint in Flat position R R RY
% Weld close butt joint in Flat position R R ¥
9 Weld tacks in Flat position R % [~
g Grind bevel edge for V-butt joint 1 1~ R
R Weld single V-butt joint in Flat position (single multi run) R 9z R0
q0 Weld round tube in flat metal in Flat position R iz R0
99 Perform / maintain welding bead in Horizontal vertical R iz R0
position.
R Weld close butt joint in Horizontal position R 1~ q0
93 Perform / maintain welding bead in Vertical position R 9z R0
upward direction
¥ Weld close butt joint in Vertical position upward direction R % [~
U Perform / maintain welding bead in Vertical position R Q¥ 9%
downward direction
9% Weld close butt joint in Vertical position downward q % ©
direction
q9 Weld close butt pipe joint in Flat position R % [~
NE Perform / maintain welding bead in Overhead position R iz 0
RS Weld close butt joint in Overhead position | % ©
STHAT ¥0 &0 3RO

%




a0 fageror

F GHA @ R I

fafdse #1@ 9: Prepare Arc Welding machine, Tools and Equipment ZIwad 0 U
(T Afeey AfG, TA TAT AXATHTST AT TH) QAR © R H0aT
PRaTEHATIRT TRUEE gt PhaTEaTIsT ITNEE Tt wifatas s
9. YANTCHSE STSATHET e gTed 919 | s (fgua):

R. T RO AREERT FAFA ST TN |
3. TS Bleg¥ ¥ AL FATAT = T ey T | AR JUHLT qAT ATEAT AfeepT

NN N R EIEECAR I
¥, T4ClS ATHTHT TS b3 |
Y. afegs EeHaH T BT T a1 & | Prfs P @)

% dfeey IedEe Afegy T T AfTH e |
O Ffegy FREH AN TTRA GREATH FTHUESH o9 Hfees e, oo q9T aRETH

ST T | R IRt
< PIALTAT HI FHT & AT T A |

TR (i T

ATITH RIRIDIRREA 2 EE]
FTIETAT TTHT |

TREAT TAT AL TYH,=CHT, T3, B1AS (Heg, dlesg gore, dlegy HiAH, HT o1, | T TR @ |

¥\



1 fageryor

%l GHYT | © Yudl

frfdse @1 3 Strike an Arc@feF 3@ T9=A) Jafes ;¥ Hua
JANTICH © ¥ Tl
PRATEATIHT TEE qiated PRaTEATIH Seide® g qiiatas q9
9 YANICHS AR (e IIed T | sae (feguan):
R.ATALTF AHTUES Fbel T | Sfem s qfe
3 FHHAAETATANE (gar a1 def FHIET | Ao g qar w0
¥ 3 qER Frdaeqar A9 fag o T % AR
Wl - e wd (b 3. Afegs HEgd aR=T
Y FHAEIATS dfeey TAAAT FeATe HITaTAT ¥, Afees a1 TSy Aty
AR e | afess o sarsa
% afeey Afgaare TR I
9, Afeey TARIE B BleeTH =ATH TR (T

5. e ATRTRT TATAT T AR Eoohl BIUHT
e /T WY AT IeqwT T |

Q. &evE U TH (5 B S A T

Q0 TN Ukl AU EITI

99 AT IA TR TATSH Aqh T AT
ERTSA

9R. o FETNES AATEITTAT G T |

« w \\\DQ l

~

A qAT Y. A% dfegy HGH, TFA ATIUER, TA4arg, dfegy eoiie, A g9, fafag aax |

TREAT AAT AT YA, =9HT, Ta1, Yo 97, A |

¥



1 fageryor

FA THT © 35 "I

fafése ®@ 3 Perform /maintain straight bead in Flat position( Jgrteaer ; R wuar
FeTe NitaAT fqer afeey AT FarsA) TARTCHE : 3% Ul
PRI TRUEE FUEL:ERERICE |k Ca I o JEd qiatas [+
9 YANICHS AR (e IIed T | sae (feguan):
R ATAITF ATHES ebeld T |

3. FHTHAEIHT ARIET f@ar a1 a7 T4 |

¥ 3 aER Fraaeqar 9 fag
feemearet foee sme

Y FHTEATs dlesy dad AT HaATE
qifsra=aT fremR e |

% Afegy HigAag dTUR 9

9, Afeey TARIE B BleeTHl =ATH

5. forve @I TTAT 7€ R Zohl ST
e /T WY AT IeqwT T |

<. fere @TTweRT Y@ 99 MR Iq= arc g
wavings fag aares smf TersT |

90 TANT THH! EaT3A |

9q &g faar ¥ a9 qfger av e FERSH

9R. o FETNES AATEITTAT G T |

AR AR 9T GTAAT  FlEcehl
AT FTILTAT

frfde = @)
afees Tk F@TIH
TR (bfeT )
afesy dre faem gaa |

o o

dqreedl a9 A

~ ~
Q2T AR g4 |

q. afeeyg dig I9® TR=T
3. afegs g a9wT fotaw
3. dfegs die Td@TIT (9

A qAT SUF: % dfegy HGd, TFd ASUSR, TA4ale, dlegy aode, A g4, f=mg &a% |

YIET qAT AT THTH, =9HT, T, AT 97, AR |

¥R



1 fageryor

FA THT © ¥ T

fafdse #1@ ¥: Weld Fillet Lap Joint in Flat position (&®TE qifs&=HT Jgiteae : R "uar
feete =T wire Afvey ) JARTIH © 3% T
PRaTEAIET TES iatae® PRATFATId Serde® FHEd wiaae®
1 YARTCHE ARATHR AT 9T T | s (feguan):
R HATAYTE ATHTUEE Fherd T | N NN
5 . | q. afeey Sreer ufv=g
3. PTAAETHT ATHT AT AT A9 AT T | WWHWWW ) o
¥ (9T @R a9 fog faar AT FrEE 3. Afesw wrew forfaw
?tqlrd?l ?ﬂﬁ;i’“lld:l o R aTd @) 3. Ifesg TR UET T
Y. PRATEATS dfegy FATFI fheie ard -
SIS AT ferey = e R e A e afewy | | e .
%, 39 W TheATe OINTETHRIET | ™ 3 Afesy Wk wmg SIS T
% Afcey AfgTaTE TR T fafa
o, Ifegw ToMEeIE GT ElegTHT =T R (et rw):
&, FUEAEIF T3 TS AF AfegF T | S —

. FHAEH Y3 @ ATEIAH
TIWAVINGETE avT3e 3Te FersH |

90 TN THH §ar3 |

19 @ faer T a9 AT T AR TRRTSH

3. T GHRIES AAEATTAT T e |

o

ATl a9 e FTErR &0 |

T Srg, foeT @erer gaad

S

~ a0

A qAT U % dfegy HAGH, T UTIUSR, To4dls, dfegy aodie, AR g9, fafyy ewHafesy Fam8 |

YIET qAT AT THH, =9HT, G517, THET 97, AT |

40



1 fageryor

FA THT © ¥ T

fafdse ®1@ W Weld Fillet Tee Joint in Flat position (®aTE qifs==T Jgiiwae : R "uar
frere & Wie afey ™) AR @ R H0eT
PRATEATIHT TEE qiated PRaTEATIH Seide® g Tifatae®
9 YIRTCHe AT (FGeTT 9T I | sae (feguen):

R ATEATF FHEE Hhead T |
3. FHTHAEIHT ARIET f@ar a1 a7 T4 |

¥ 3 qAR FrdaedAr A9 fag faa

@l fave awmsH

Y. FHTEIATE dlegy FATFIA Theid & JAISH
T fRemeR =

. dad AT ®ATd GITaar e |

¢ afeey Afgaars TR 99

o, Ifegw ToMEeIE GT ElegTHT =T
&, FEAEIF T FI AF AfegF T |
R.

FHALFE Y3 @ AE A

TIWAVINGETE avT3e 3Te FersH |

Q0 TN ekl B3 |
99 e faer T 39 A IF I SERSH
9R. eI ATAIES AATEITTA TR T |

AR IR 9T GTAAT  Fiaded!
AT FTILTAT

fAfd # ($):

FATe qitraaHT fheie & Siedleey
cll

R (i |
afees dre faar gau |
Tl a9 e Far d |

q. afegg TIfTg=eT qi=g
3. dfegy ditsTaTa foptaH
3

3. afeey R fhee &1 S

ey FAEIR! =T T

T fafy

D

A qAT U % dfegy HAGH, TFA TTIUSR, TA4dls, dfegy aodie, a1 g9, (g erafesy FaTHT |

YIET qAT AT THH, =9HT, G517, THET 97, AT |

49



1 fagersor

FA THT © ¥ T

fafése ®r@ & Weld Fillet Corner Joint in Flat position (&®TE gt ¢ R "uar
NIFTGAT fFeie R S afeey ™) THATEH © IR TUaT
PRI TRUEE FUEL:ERERICE |k Ca I o JEd qiatas [+
9 YANICHS AR (e IIed T | sae (feguen):
R ATAITF ATHES ebeld T |

3. FHTHAEIHT ARIET f@ar a1 a7 T4 |
¥ 3 qAR FTAEIATs Afegy FATRI
fFee H7Y STgehl AT THATIR =aTe
Y. gad A HATE TATHT A& |

¢ afeey Afgaars R 9=
9, Afeey TARIE B BleeTH =ATH

TIWAVINGETS awTes 3TiE Fars |
0 T I §ar3 |

AR AR 9T GTAAT  FlEcehl
AT FTILTAT

fridee & ()

T

SudCa

afeey drs faam g |

ATl a9 e FTar g |

99 @ faer T 9w AHT FF AT ARRISH
9R. I ATHIES AATEATTH TR T |

fRere #AY i, faer @vrEr g

q. qfeeg TATRISH! qeag
3. Afegg ToladiSHl fopfawH
3. dfeey MRaE=ERa I

3 dfegy TR @9 SIE ™

A qAT SUF: % dfegy HGd, TFd TSUST, T4(S, dle8g acHe, AR gd, [y cHalesy Fare |

TREAT qAT AL Y, =9HT, Ta1, Yo 97, A |

4R



1 fageryor

Pl FHYT Y YU

fafése ®@ & Weld Butt Joint in Flat position (®aTe SifE=HT §€ g R Hva
e afeey ) TNTEAS ¢ IR T0aT
PRI TRUEE FUEL:ERERICE |k Ca I o JEd qiatas [+
9 YANICHS AR (e IIed T | sae (feguen):
R ATAITF ATHES ebeld T |

3. FHTHAEIHT ARIET f@ar a1 ad T T4 |

¥ FAEe AR HTHEEHT ATy ®fe @Y
=TS

Y. dFd AT Here diSTETHT T |

¢ afeey Afamars R 9=

9, Afeey TARIE B BleeTH =ATH

S. FREAEIH 3 T A=A aTF dfegg T |

R, HHAEH w3 @ wE IO
TIWAVINGETE avT3e 3Te FersH |

90 TN SHBT B3 |

Q9 e faer T aw AtHe TF AT ERTSH

3. T GHRITES AATEATTAT T e |

AR AR 9T GTAAT  FlEcehl
AT FTILTAT

frfde = @)

wATE GITETAT g2 SAredfegy T |
SudleaR A

afesy dre faem gaa |

ATl a9 e FTar g |

e e, fomr wRrEr gaa

DS

A qAT SUF: % dfegy HGd, TFd ATSUSY, TA4d(g, dlegy acHe, AR A, [Afdg eAalesy FaTHT |

YIET qAT AT THH, =9HT, T, T 97, AR |

43



1 fageryor

%l GHYT | © Yudl

fafése ®@ = Weld Tacks in Flat position (®dTE 9i\E=HT 2% v © R "Ual
fees ) TANTCH® © § "uar
PRI TRUEE FUEL:ERERICE |k Ca I o JEd qiatas [+
9 YATTCHE ASATHRT (9T I T | Faer (Rsua):
R ATAITF ATHES ebeld T |

3. FHTHAEIHT ARIET f@ar a1 ad T T4 |
¥ S FER AT ATy ©Ie TET
afees FATFIA dE AT A Sgehl TN

eIz =arey
Y. dFd AT Here diSTETHT T |
¢ afeey Afamars R 9=
9, Afeey TARIE B BleeTH =ATH
5. FEAAEIH GIHT % dlegy T |
Q. T Afegs TR TN §aTg SN T

90 T HTIFE TR ANSUHT ST T

Jfegg T

R, FEAWH ¥3 @ YA 1 ¥ MoF [
TATIS MG T T3 |

90 YT Tk ATl TN B3 avTer
HITEURT S T R AATH! 2
UTgre?el Aleg gl SIE THRT TS HiT HiT
Ak Afegy T

99 IT AT ATHA IE RRTSH

9R. eI ATATIES AATEITTAT TR T |

AR AR 9T GTAAT  FlEcehl
AT FTILTAT

fAfd # ($):
FATE WTGTHAT SAFA ST T |
TR (i 90|

afesy dre faem gaa |

o o

dqreedl a9 A

~ ~
Q2T AR g4 |

IAF Afegy, faAT @TET EaH

. TEF AleSgRl =g

3. IAF AfcggH Hecd

3. afeey TFag=Re 9= T
fepfas

3. IAF dAfegy T fafa

A qAT SUH: % dfegy HGd, TFA TSUST, TA4lS, dlegy acdie, AT A, (Ag eAalcey FATHT |

YIET qAT AT THH, =9HT, G517, T 97, AR |

€



1 fageryor

fafdse 1@ *: Grind Bevel Edge for ‘V’ Butt Joint(@Tsfeg TRV’ a2

FT THT : 4R T

© ¥ Ygudy
e ART AN TAR ) TANEH® @ & H0a]
PRI TRUEE FUEL:ERERICE |k Ca I o JEd qiatas [+
9 YANICHS AR (e IIed T | sae (feguan):
R ATAITF ATHES ebeld T | NN
N < | 9. TR U=
3. BTIEEIAT AR fGaT a7 qe g1 T | AR JHHT qAT WAGT e N
At BTl R 9Tl fptay

¥ 3 qER Frdaeqar A9 fag o
ERICE]

Y. Fave T AT Wi AR S g
=T

%, WREATHT IS TS

O, Teh BT HIGH®! aig TATIT T Aehl BTael
AIET ©RTHT SISy AATSH

5. =Hl fBd T FRHATEAT AT I T
qRTATe 9180 ATAAeTs JATST Igrel T
qdAE T 9SS |

R, gdE WA I |

90 TFY THUH! ARTHT Y TEvgs T |

99. HTH TN T THT T |
9R. I ATHIES AATEATTH TR T |

fAfd # ($):

refes MY V'’ 9 SIEHl AT a9
TR T

TR (T -
FHART PO AT FTAR g |

THAH A8 (T I |

3. g9 AR T III

I TS faf

ST QAT JUFR:  TFd YTSUEY, LA @b, Hlchy Sh1ga, 8AT, ovd Wgd a1 g4 |

TREAT qAT AT Y, =9HT, Ta1, Yo 97, A |

44



1 fageryor

FA THT 1 30 T

fafése #1@ 90: Weld Single ‘V’ Butt Joint in Flat position (FHTE gifee © 3 =uar
g faare V2 7 i Afeey ™) TARTIEHE © Q5 |vaT
PRI TRUEE FUEL:ERERICE |k Ca I o JEd qiatas [+
9 YANICHS AR (e IIed T | sae (feguen):
R ATAITF ATHES ebeld T |

3. FAGEIHT ARMH fadm a1 a0 F6T T |

¥ 39 AAR FTIEEIH THd /T IR
AMfehy e qd IC 2 g T |

Y. SIfFF Il aRTaR (HeTY g el
FHH! ¥ T SRTER (AT S FATHIA
=T

& FEAEIH 3 T AMAT IF Afegg T |

U AREES AN S 1 B | T b
TIWAVINGETS awTes 3TiE Fars |

S TN TYH FaT3 |

R U =F TH

qo drg AR FFH FARITH BRI

9P FHT T |

3. T GHRIES AAEATTAT T e |

AR JIHIOT 9T THAT  Flaaedr
AT FTILTAT

fAfd # ($):

HAlE WhTETAT fae Vg9 S

afegy T
SudCa
UL aRTEY AT |

JAAFT T IEEAIH A
> Qo\(l

Sire, fomr @erdr g |

q. 7 FT SEs 9=

3. W = Sree fetaw

3 FAEMET ARE aREd T
fepfermr

3. afeey R 0 e Se T
fater

A qAT SUF: % dfegy HGd, TFd TSUST, T4(S, dle8g acHe, AR gd, [Ag eAdlcey FATHd |

TREAT AT AT I, =EAT, Tool1, JHT 97, A |

4%



1 fageryor

FA THT 1 30 T

fafdse %@ 99: Weld Round Tube with Flat metal in Flat position ( Jgifae® : R "uar
HATE NIAGTAT FATES HEAAT Al YT Afeey ) TANCHE © 95 TUel
PRaTEAIET TES iatae® PRATFATId Serde® FqHREd Wiia® s
9 YANITCHE ASITHRT Q9T qTe T | s (R
R HATAYTE ATHTUEE Fherd T | N
N - | 9. T Afeeger afeaa
3. BTIEAT AR T a1 qe qhT T | AR TR TAT AAT AT N .
¥ Ffees T were dee fqar qii o AT FTAAT R 2 Afeewen fofam
TS | o R aTd @) 3. Afegg TR HYF HTRTAA
Y Tl agasw gg Add @e right Sre T fafr
anglefaars | FATE GITETHT FHeAle Tead e
& e Hadaalegy eaad! AT TEX 2T Tqq dfegy T
aTfebgepT e fAeTuR faer e
TR (T IH):

O, FREGEIATS B1qd (9= F3Thce Qe
¥ IISHT aF aAfegg T |

c. IF AfcSTACH T3 A AR IAA
TIWAVINGATS aTss ad fav «amsH |

RETATT THHT EaT3 |

40 &g =% T

49 AferT Irgieey TR EETSH |

93 drg AfATT TF AT SERTSH

93 FTIITT FHT T |

Q¥ T FIATHES AT GRIET e |

A ARTER AT |

ACFIATIHT  HIEZ  FTEAR

ETHET g |
TS, AT @RrET o |

run

A qAT SUH: 3% dfegy HGd, TFA TTSUST, TA4(S, dle8y acdie, AR A, (Ag eAalcgy FATHT |

YIET qAT AT THH, =9HT, G517, T 97, AR |

49



1 fageryor

fafése ®@ 93 Perform /maintain straight bead in Horizontal
Vertical position (@&t srer it faer afey 9

FT T : 0 U
Jgrieae © R "uar

YARTCHS : 45 &UaT

ERICE)
PRI TRUEE FUEL:ERERICE |k Ca I o JEd qiatas [+
9 YANTCHS AR (a9 Ired 7 | saer (faguan):
R ATAITF ATHIES ebeld T |

3. PHIHAETHT AR [T a1 def FT 14 |

¥ 3 qAR FrdaedAr A9 fag faa
@Rl o de

Y FHTEATS dlesy IUSHT ISl TITTaHT
e e |

% Afegy Higaag qTOR 9

9, Afeey TARIE B BleeTH =ATH

5. fove AR TTHHT Y€ TR &bl BIUHT
Y /T WY AT IeqwT I |

<. fere @TTweRT Y@ 99 MR Iq=T arc g
wavingTs fag aarse srmie Fars |

90 TANT THH! EaT3 |

9q dre faar ¥ a9 qfger v e ERTeT

9R. o FETNES AATEITTAT G T |

AR AR 9T GTAAT  FlEcehl
TATEIT FTILTAT

fAfd # ($):

Tgr el gifwaaar faar afeey e
TS |

R (BT WD)
afeey A faam g |

o o

ATl a9 Mee FTar g |

q. afegy difsraer qieer

3. ElfesTAed qIfsTaHl
afesy dre awa! fofaw

3. EItsTed aifsEaH
Ffees e Farew fafa

A qAT IJUH: 3% dfegy HGd, TFA USUST, TA4(S, dlegy acde, AR 94, Mg &av |

TREAT AAT AL Y, =9HT, Ta1, Yo 97, A |

L8~



1 fageryor

FT THT : Q0 T

fafése ®/@ 93 Weld Butt Joint in Horizontal position (@ftstoas Jgrteaes : = Tuar
P T e Afeey ™) TANEH® @ & H0a]
PRATEATIHT TEE qiated PRaTEATIH Seide® g Tifatae®
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Metal Inert Gas (MIG) Welding (GMAW)
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q9-Hrggw 90.%: far afees TIG Welding (GTAW)

Total Time: 60 Hrs

Tungsten Inert Gas (T1G) Welding (GTAW)

. = qrs THT HUSTH
3. T. ST

9 Set up TIG welding and safety equipment R 3 ¥
R Prepare Tungsten electrode for welding R R 1
3 Perform surface weld without filler rod in Flat position R k' %
ke Perform surface weld added filler rod 9q ¥ %
Ey Perform tack welding in flat position o 1 1
% Weld Butt joint with temporary backing in flat position q k1 ¥
N Weld Lap joints in flat position 9q 1 ¥
g Weld Tee joint in flat position. o) 1 1
Q Weld Corner joint in flat position. o 2’4 2’4
q0 Weld close butt joint in Horizontal, position. 9q 1 ¥
99 Weld Tee joint in Horizontal, position. o) 1 1
R Weld close Butt joint in Vertical position. o 2’4 2’4
93 Weld Tee joints in Vertical position o 2’1 2’1
STHAT 0 L0 %O
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Hrgge 99: IREsTT w1 (Project Work)
Hrs Total Time: 160
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9 Arc Welding Garden Bench R 5 %0
Window Grill % iz ¥

Pipe Truss Component % R 9z
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Copper pipe connection k' ~ R
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Book rack % R 95
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¥E T FRR@ are¥ (On the Job Training)

Full Marks: 300 Practical: 12 weeks/576 Hrs.

Description:

On the Job Training (OJT) is a 3 months (12 weeks/72 working days) program that aims to provide
trainees an opportunity for meaningful career related experiences by working fulltime in real
organizational settings where they can practice and expand their classroom based knowledge and
skills before graduating. It will also help trainees gain a clearer sense of what they still need to
learn and provides an opportunity to build professional networks. The trainee will be eligible for
OJT only after attending the final exam. The institute will make arrangement for OJT. The institute
will inform the CTEVT at least one month prior to the OJT placement date along with plan,
schedule, the name of the students and their corresponding OJT site.

Objectives:
The overall objective of the On the Job Training (OJT) is to make trainees familiar with firsthand
experience of the real work of world as well as to provide them an opportunity to enhance skills.

The specific objectives of On the Job Training (OJT) are to;
e apply knowledge and skills learnt in the classroom to actual work settings or conditions
and develop practical experience before graduation
o familiarize with working environment in which the work is done
work effectively with professional colleagues and share experiences of their activities and
functions

e strengthen portfolio or resume with practical experience and projects
e develop professional/work culture
e Dbroaden professional contacts and network
e develop entrepreneurship skills on related occupation.
Activity:

In this program the trainees will be placed in the real work of world under the direct supervision of
related organization’s supervisors. The trainees will perform occupation related daily routine work
as per the rules and regulations of the organization.

Potential OJT Placement Sites:

The nature of work in OJT is practical and potential OJT placement site should be as follows;
e Welding workshop
e Construction Sites
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Requirements for Successful Completion of On the Job Training:
For the successful completion of the OJT, the trainees should,
e submit daily attendance record approved by the concerned supervisor and minimum 72
working days attendance is required
e maintain daily diary with detail activities performed in OJT and submit it with supervisor’s
signature
e prepare and submit comprehensive final OJT completion report with attendance record and
diary
e secured minimum 60% marks in each evaluation

Complete OJT Plan:

SN Activities Duration Remarks

1 | Orientation 2 days Before OJT placement

2 | Communicate to the OJT site | 1 day Before OJT placement

3 | Actual work at the OJT site 12 weeks/480 | During OJT period
hours

4 | First-term evaluation one week (for | After 2 to 3 weeks of OJT start
all sites) date

5 | Mid-term evaluation one week (for | After 8 to 9 weeks of OJT start
all sites) date

6 |Report to the parental | 1day After OJT placement

organization
7 | Final report preparation 5 days After OJT completion

e First and mid-term evaluation should be conducted by the institute.

e After completion of 3 months OJT period, trainees will be provided with one week period to
review all the works and prepare a comprehensive final report.

e Evaluation will be made according to the marks at the following evaluation scheme but first
and mid-term evaluation record will also be considered.

Evaluation Scheme:
Evaluation and mark distribution are as follows:

S.N Activities Who/Responsibility | Marks
1 OJT Evaluation (should be three evaluation in three | Supervisor of OJT 200
months —one evaluation in every month) provider
2 | First and mid- term evaluation The_ Training 100
Institute
Total 300

Note:
e Trainees must secure 60 percent marks in each evaluation to pass the course.
e Representative of CTEVT, Regional offices and CTEVT constituted technical schools will
conduct the monitoring & evaluation of OJT at any time during the OJT period.
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Required Tools and Equipment

Estimated for 20 trainee’s capacity occupying in rotation basis.

S. No. Description Size Qty Remarks
1. | Working bench 30”x907x34” H 10nos |2 vice in a bench
2. | Bench Vice 57x6” 20nos | 1 vice per trainee
3. | Flat file rough 127 20n0s
4. | Flat file bastard 127 20nos
5. | Flat file medium 10” 20nos
6. |Flatfile fine 8” 20nos
7. | Square file medium 10” 20n0s
8. | Round file medium 10” 20nos
9. | Triangular file medium 10” 20n0s
10. | Square file fine 8” 20n0s
11. | Half round file medium 10” 20nos
12. | Bevel Protractor 6” 10nos
13. | Center punch 6” 20n0s
14. | Steel Hammer 500 g 20nos
15. | Try Square 6” 20n0s
16. | Hand Hacksaw Frame 20nos
17. | Arc Welding table 10nos
18. | Welding transformer AC / DC RS 400 10nos |ESAB
19. | Electrode holder 10nos
20. | Ground Clamps cable lug 10nos
21. | Chipping Hammer 10nos
22. | Wire brush 10nos
23. | Tongs 14” 10nos
24. | Welding gloves 20n0s
25. | Welding Helmet & hand shield 20nos
26. | Safety goggles 20n0s
27. | Leather Apron 20n0s
28. | Spindle Press 15 ton 1 nos
29. | Pipe cutter 27 1 nos
30. |Hand shear 1.5 Hz 1 nos
31. |Hand grinder 4 /7 6 nos
32. | Pedestal/Bench Grinder 10” 2 nos
33. |Pipe vice 6 nos
35. |V -Blocks 2 set
36. | Gas Welding Table 5nos
37. | Oxygen Cylinder 5nos
38. | Acetylene generator 5 kg 5 set
39. | Oxygen pressure regulators 230 bar service 2n0s
40. | Acetylene pressure regulators 2n0s
41. | Cutting torch/nozzles 2 set
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S. No. Description Size Qty Remarks
42. | Gas torch (holder) 5 set
43. | Welding nozzles and Tips S set
45, | Spark Lighter 5nos
46. | LPG cylinder 14 kg 2 nos
47. | Flashback Arrestors 5nos
48. | Supply hose pipe 10 meter 5 set
49. | TIG welding DC rectifier T 200 2n0s
50. | Argon cylinder 2n0s
51 | Argon regulator / manometer 2n0s
52 | Ceramic tipped 12nos
53 | Tungsten electrode 2.5 mm 2 pack
54 | TIG welding feeler rod MS/SS 10 kg
55 | MIG welding machine 2 set
56 | Argon/ CO2 cylinder 2n0s
57 | Regulator / manometer 2n0s
58 | Feeder nozzle 2n0s
59 | Anti-spatter spray 2 nos
60 | Wire cutter 2n0s
61 | Hand drill machine 1nos
62 | Bench drilling machine 12 mm 2 nos
63 | Drill bits 3to 12 mm 2 Sets
64 | Steel scale 300 mm 20nos
65 | Measuring tape 3m 20nos
66 | Marking scriber 20n0s
67 | Combination pliers 20n0s
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